^o. D. 2X1 


Wxt @a2ctte 



of 


EXTRAORDINARY 

PART II—Section 3 

PUBLISHED BY AUTHORITY 


ittOta 


NEW DELHI, WED NESDAY. JANUAR Y 30. 1957 


MINISTRY OF WORKS, HOUSING AND SUPPLY 
(Central Boilers Board) 

NOTIFICATION 

New Delhi, the 31st December 1956 


S.R.O. 345.—The following draft of a further amendment to the Indian 
Boiler Regulations, 1950, wihch the Central Boilers Board proposes to make 
in exercise of the power conferred by section 28 of the Indian Boilers Act, 1923 
(V of 1923), is published as required by sub-section (1) of section 31 of the 
said Act, for the information of all persons likely to be affected thereby; and 
notice is hereby given that the said draft will be taken into consideration on or 
after the 1st May 1957. 

Any objections or suggestions which may be received from any person with 
respect to the said draft before the date so specified will be considered by the 
Central Boilers Board. Such objections or suggestions should be addressed to 
the Secretary, Central Boilers Board, Ministry of Works, Housing and Supply, 
North Block, New Delhi. 

Draft Amendment 


In the said Regulations, 
inserted, namely:— 


after Chapter XI the following Chapter shall be 
CHAPTER XII 


Shell Type Boilers of Welded Construction 


535. Application.—These regulations shall apply to all boilers of fusion welded 
construction other than water tube boilers and electrode boilers referred to in 
Chapters: V and X respectively. 

Where the design of the boiler is of composite construction, viz., part fusion 
welded, part riveted, it shall comply with the relevant regulations governing 
that particular type of construction. 

536. General Requirements.—Where applicable the general requirements of 
Chapter: I relating to certificates from Makers, Inspecting Authorities, and the 
like and of Chapter III concerning construction, shall be followed. 

537. Materials of Construction.—Plates, sections and bars used in the construc¬ 
tion of these boilers shall comply in all respects with the requirements of 
Chapter II. 

Where, however, the tensile strength execeeds 32 tons per square inch, the 
full details of the welding technique including pre-heating and post-heating, and 
the 'plate preparation to be used, shall be submitted to the Inspecting Authority 
for approval before manufacture commences. 

538. Covered Electrodes.—Where covered electrodes are used, they shall com¬ 
ply with the requirements of Regulations: 94—98 save in the case of the welded 
material where the tensile strength shall not be less than the lower limit speci¬ 
fied for the plate. 

539. Plain and Stay Tubes.—^(a) Tubes shall comply so far as may be with the 
provisions of Regulations 36 to 63. 

For plain tubes subjected to external pressure lapwelded steel tubes as provid¬ 
ed in the Regulations 64 to 67 may be used. 
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(b) Seamless Steel Crosstubes and uptake Tubes.—Crosstubes and uptake 
tubes shall comply with Regulations 127 and 128 respectively. 

540. Construction and Workmanship.—The manufacturer shall supply the Ins¬ 
pecting Authority with a fully dimensioned sectional drawing showing in full 
detail the construction of the boiler for approval before putting the work in 
hand. 

Full details including dimensions of plate preparation for the longitudinal 
and circumferential seams shall also be shown on the drawing. 

Fully dimensioned sketches showing in details the attachment for standpipes, 
branch pipes and seatings, the posiii.jn of these attachments relative to tha 
longitudinal and circumferential seams and other openings shall also be given in 
the drawing. 

541. Preparation of Plates.—The edges of all plates shall be machined or 
flame-cut by machine. Gusset plates may be sheared except on those edges which 
are. to be welded. 

Plates which are to be flame-cut by machine without subsequent heat-treat¬ 
ment, grinding or machining, shall not have a carbon content highe.r than 0'26 
per cent. Where the carbon content exceeds O'26 per cent, heat-treatment, 
grinding or machining shall be carried out. 

The edges of all plates shall have a smooth finish. 

The welding edges of all plates shall be cleaned to a smooth metallic surface 
and shall be free from rust, oil or other foreign matter before welding is 
commenced. 

The surfaces of the plates at the longitudinal and/or circumferential seams 
shall at no part be out of alignment with one another by more than 10 per cent 
of the plate thickness but in no case shall the misalignment exceed 1/8 inch for 
longitudinal seams or 3/16 inch for circumferential seams, 

542. Stress Relieving.—For the purpose of relieving internal stresses, all 
plates which have been dished, flanged, or locally heated, shall afterwards be 
normalised, unless, during the last stage of manufacture they have been uni¬ 
formly heated throughout. 

543. Cylindrical Shells.—Except where the design incorporates flat tube plates 
in the shell, each ring shall be formed from not more than two plates and 
bent to cylindrical form to the extreme ends of the plate. The bending shall be 
done- entirely by machine. Local heating or hammering shall not be used. 

The longitudinal seam or seams may be placed in any suitable position but 
the seams in successive rings shall not fall in line. 

In the case of brick set boilers the seam or seams shall be kept as far as 
practicable clear of the brickwork. 

544. Circularity.—The difference between the maximum and minimum internal 
diameters of the shell measured at any one cross section shall not exceed 1 % of 
the nominal internal diameter. 

The profile, as measured on the outside of the boiler by means of a gauge of 
the designed form of the exterior of the boiler, having a length equal to one 
quarter of the internal diameter, shall rot depart from the designed form by ntore 
than the percentage given in Table XII/1. 


Table XII/i. Maximum percentage departure from designed form 

OF WELDED BOILERS 


Nominal internal diameter of 
boiler D 

Maximum departure from 
designed form 


inches 

Per cent of D 


Up to and including 36 

Over 36 , up to and including 45 

Over 45 

0-375 

0.350 

0.300 



There shall be no flats at the welded seams and any local depai ture from 
circularity shall be gradual. 

545. End Plates, Crown Plates and Tube Plates.—Welded Lancashire and 
Cornish boilers may have dished or flanged end plates. 

(a) The dished end plates of boilers shall be in one piece made from one 
rolled plate. The flat end plates may be bulit up from two pieces by fusion 
butt-welding. In the latter case the line of welding shall be parallel to the 





horirontal axis of the boiler and shall run through the centre line of furnace or 
furnaces of Lancashire and similar types of boilers and between two rows of 
stays of marine type boilers In the case of flat end plates the fusion welding 
shall comply with stress relieviny requirements and in the case of dished end 
plates the fusion welding shall he subjected to both stress relieving and radio- 
graphic examination, 

(b) The segments for hemispherical shell crown plates shall be pressed in 
one heat to correct curvature and shall be butt-welded together in accordance 
with Figures XII/3, XII/4, XII/5 or XII/9. The cylindrical portion of the crown 
shall be tangential to the hemispherical portion. 

Where hemispherical shell crowns are pressed from one plate the provision* 
cf Regulation 547(b) shall apply. 

(c) Flanging of plates shall he done by machine. Such flanging shall be done 
hot, preferably in one operation, but where this is impracticable, creep machine 
flanging may be used provided that the plate is worked at a suitable tempera¬ 
ture and heated for an adequate distance beyond that portion of the plate under 
immediate treatment. 

After completion of the flanging operation flanges shall be of true peripheral 
contour (either circular or straight as necc.ssar.y to ensure accurate alignment 
with thei connecting parts), and of good surface, free from bulges, grooves or 
other local irregularities; flat portions of the plate shall be free from set or 
distortion. 

(d) Where flats are pressed in dished end plates for the attachment of 
mountings they shall be formed with an ample radius at the junction of the flat 
and curved surfaces, and shall be free from sharp corners or tool marks; the 
plate shall not be unduly thinned. 

(e) Plates which are flanged in accordance with Regulation 646 (c) shall be 
welded to the parts to which they are to be connected as follows: 

(i) to shells or cylindrical fireboxes as .shown in Figures XII/7. XII/S, 

XII/9, XII/10 or XII/11. 

(ii) to internal flue tubes as shown in Figures XII/13, XII/14, XII/19 or 

XII/16. 

(iii) to uptakes as shown in Figure XII/16. 

(iv) to combustion chamber or firebox wrapper plates as shown in Figure 

XII/18. 

Plates which are not flanged shall be welded to the parts to which they 

are to be connected as follows; — 

(v) to shells as shown in Figure XII/12, 

(vi) to internal flue tubes or uptakes as .shown in Figure XII/17. 

(vii) to combustion chamber or firebox wrapper plates as shown in Figures 

XII/19, Xn/20 or XII/21, 

Where dished ends or crowns arc used they shall be flanged for connection 
to the shell or the cylindrical portion of the firebox. Flat .shell and firebox crown 
plates of vertical boilers shall also be flanged for connection to the cylindrical 
portions of the shell or firebox. 

The opening In the firebox crown plate of a vertical boiler for the uptake 
shall be flanged and the connection to the uptake made by means of a clrcuferen- 
tial butt-weld, (see Figures Xn/3, XII/4, XII/6, and XH/6. 

546. Internal Flues.—(a) Sections of internal flues shall each be made from 
one plate which shall be bent v,rhilc cold to circular form. The longitudinal 
seam shall be forge lapweldcd, or fusion butt-welded by the metal arc process. 

(b) The maximum permissible variation In diameter of any cross section shall 
not exceed 1/4 inch or half the thickness of the plate, whichever is the greater. 

(c) The longitudinal welds shall be placed at the lower part of the flue and 
shall break joint in successive sections by at least 12 inche.s. 

(d) Where the flue sections are flanged for circumferential joints the flanging 
shall be carried out at one heat by suitable machinery. 

(e) Edges of all flue flanges shall be machined or flame-cut by machine (see 
Regulation 541). 

(f) Circumferential seams .shall be arranged so that they do not fall in lin* 
with those of the adjacent flue or with the circumferential seams of the shell 
and are at least 6 inches apart. 
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(g) Where at least one-third of the length of a complete flue is corrugated 
or other suitable means of ensuring longitudinal flexibility are provided, the 
cylindrical sections (plain and/or corrugated) may be connected to each other 
by fusion butt-welded circumferential seams. 

To provide adequate support for the plain cylindrical portions of the flues, 
stiffeners having a moment of inertia not less than that required by Regulation 
592 (b) shall be securely attached externally by means of continuous welds on 
each side (see Figures XII/22 and XIl/23), • 

(h) Where a complete flue is constructed of short plain sections, the ends of 
each adjoining section shall either be swaged out to a radius to provide an 
adequate point of support and longitudinal flexibility and butt-welded together, 
or be butt-welded to each side of a bowling hoop. The dimensions shall comply 
with Figures XII/24, XII/26 or XII/26. 

(i) Stress relieving by heat-treatment shall be carried out when the construc¬ 
tion of a flue involves the use of a circumferential weld, such stress relieving 
being carried out on the completion of all welding. 

(j) Forms of flue connections to end plates are shown in Figures XII/13, XII/14, 
XII/15, XII/16 and XII/17. 

547. Fireboxes and Combustion Chambers: (a) Furnaces of vertical boilers .— 
The furnaces of vertical boilers may be constructed in one or more length¬ 
wise sections, each section being rolled from one plate to a full circle. In 
Buch cases, the component sections may be jointed circumferentially by 
electrical butt-welding. The welding shall be stress relieved. 

In the case of vertical boilers where tube plates form part of the fire¬ 
box, the tube plate portion may be constructed in two vertical sections and the 
welding of the vertical seams when welded shall be stress relieved. 

The maximum permissible variation in diameter, at any cross section shall not 
exceed i inch for fireboxes upto 3 feet in diameter, or 9 inch for fireboxes over 3 
feet in diameter, or half the thickness of the plate whichever is the greater. 

Circular fireboxes shall be tapered, a taper of 14 inches in diameter per foot 
of height being recommended. The water space at the bottom between the 
firebox and the shell shall be not less than 2 inches for boilers up to and including 
2 feet and 6 inches in diameter and shall be not less than 2J inches for boilers 
over 2 feet and 6 inches in diameter. 

The method of welding shall be in accordance with Regulation 558. 

Flats formed in the firebox for the insertion of water tubes shall have an 
ample radius at the junction of the flat and the curved surfaces and shall be free 
from sharp corners or tool marks. The plate shall not be unduly thinned. 

Ogee flanging, whether integral with the firebox or made as separate ring 
shall preferably be formed at one heat by suitable machinery and shall be allowed 
to cool gradually to avoid internal stresses. 

Rings for flrehole mouthpieces or foundation rings shall be made of mild steel. 

Z sections shall not be used for foundation rings. 

Attachment of fireboxes to cylindrical sheila shall be in accordance with 
Figures Xn/27, XII/28, XII/29 or XII/30. 

The method of attachment of flrehole mouthpieces shall be in accordance 
with Figure XII/31. 

(b) Hemispherical fireboxes .—Hemispherical fireboxes shall be pressed to 
form by machine In progressive stages without thinning and shall be annealed 
on completion. 

Methods of attachment of firebox to the shell shall be in accordance with 
Figures XII/27, XII/28, XII/29 or XII/30. 

The method of attachment of flrehole mouthpieces and throat pieces shall be 
in accordance with Figures XII/31 or XII/32. 

(c) Loco-type fireboxes —^Loco-type firebox wrapper plate sides shall pre¬ 
ferably by tapered. The water space at the bottom between the firebox and the 

shell shall be not less than 24 inches. 

Where the firebox tube plate or flrehole plate is flanged for connection to 
the wrapper plate, the weld shall be located between the commencement of 
curvature of the flange and first row of screwed stays. 

Rings for flrehole mouthpieces or foundation rings shall be made of mild steel, 

Z sections shall not be used for foundation rings. The attachment of the 
firebox to the outer casing shall be in accordance with Figure XII/30. 
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The method of attachment of flrehole mouthpieces shall bo in accordance 
with Figure XII/31 or, where the outer casing and the firebox plate are flanged 
10 wards the water side to form the flrehole, a ring of screwed stays located at 
not more than half the average pitch of the stays distant from the commence¬ 
ment of the curvature of the flanging shall be provided. 

(d) Water-cooled combustion chambers .—The attachment of the combu.stion 
chamber tube plates and back plates to the wrapper plate shall be in accordance 
with Figures XII/18 Xn/19, XII/20 or XII/21, and whore the tube plate or 
back plate is flanged for connection to the wi'apper plate the weld shall be 
located between the commencement of curvature of the flange and the first row 
of screwed .stays. 

The method of attachment of furnace or flue tubes shall be in accordance 
with Figure XII/IS, XII/16 or XII/17 and access openings shall be in accordance 
with Figure XII/31 or XII/33, 

548. Uptakes.—The uptakes shall be formed from seamless or hydraulic lap- 
welded tube, or fusion butt-welded plate, and shall be fusion butt-welded to the 
upward flange of the opening in the firebox crown plate and the adjacent end 
of the uptake shall be bevelled In accordance with Figure Xn/3 or XII/4. The 
depth of the flange of the firebox crown plate opening from the commencement 
of the curvature of the flange shall be not less than twice the plate thickness 
with a minimum of 1 inch. Unless the whole boiler is to be subsequently stress 
relieved the uptake and firebox crown plate shall be effectively stress relieved 
after welding. Where the firebox crown plate is also fusion welded to the body 
of the firebox as in Figure Xn/16, the firebox complete with the uptake shall be 
effectively stress relieved by heat treatment on completion of all welding. 

The uptake may be attached to the shell crown as indicated on Figure XIl/17 
before the boiler is finally stress relieved by heat treatment. 

Where the vertical seam of the uptake is fusion welded the welding shall 
comply with Regulation 658 and the weld shall be so arranged that it is feectly 
facing the manhole, 

It is desirable that the uptake should be fitted with an internal cast iron 
liner extending below the low water level, 

549. Cross Tubes.—Cross tubes shall be made from seamless steel tubes. 

The tubes shall be of sufficient length to project through the firebox plate 
not less than i inch or more than i inch at any part of the circumference of 
fhe tube, The tubes shall be fusion welded in position, the holes in the firebox 
plate shall be suitably chamfered, and the .seams shall be welded externally 
and Internally (See Figure XII/34). 

Cross tubes shall be fusion welded as shown in Figure XII/34. 

Projecrion not less than J irch'not more than f inch at any part of circumference of tube. 
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550, Bar stays and Firebox stays.—^Each bar stay or firebox stay shall be 
made from a solid rolled bar without weld in its length, except where it is 
attached to the plate it supports. 

Bar stays which have been worked In the Are shall be subsequently annealed. 

It is preferred that when the stay is in position in the boiler, its axis shall 
be normal to the plate It supports, but where this cannot be, so arranged, then, 
if the stay is fitted with nuts, bevelled washers shall be provided between the 
nuts and the plate. 
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Stays shall be secured to the plates they support by one of the following 
methods: — 

(a) Bar Stays. —-(i) Plain bars, passing through clearining holes in the plates 
and welded thereto (See Figure X1I38). 

(ii) Plain bars passing through clearing holes in the plates and fitted with 
washers on the outside, the stay and washers being welded to the plates in 
accordance with any one of the methods shown in Figures Xll/Si), XII/40 and 
XII/41. 

(b) Fire box Stays. —(i) Screwed stays, screwed through the plates and 
rivetted over at each end to form substantial heads, or fitted with nuts, or the 
projecting ends fillet-welded as Indicated in Figures XII/35, and XII/36. 

It is recommended that where the stays are screwed, this shall be with a 
fine thread and the Stays and holes shall be screwed with a continuous thread. 

The stays shall be screwed with fine threads of not less than 11 threads per 
inch. 

The screw thread.s on the stays shall be clean, free from checks or imperfec¬ 
tions, of full depth, of a correct standard form and a good fit in the holes. 

The middle portion shall preferably be turned down to the bottom of the 
thread. 

(ii) Plain stays shall be strength welded to the plates (see Figure XII/37), 

All screwed stays less than 14 inches long should preferably be drilled with 
» tell-tale hole % inch diameter to a depth of 4 inch beyond the inner face of 
the plate. Stays which are obscure on one side should preferably be made from 
hollow staybar. 

581, Girder stavs for Firebox and Combustion Chamber Crowns. —Where 
girder stays are attached with stay bolts and nuts, they shall be bedded to the 
corners or ends of side plates. 

The attachment of girder stavs welded directly to the crown plates shall comply 
with Figures XII/42, XII/43, XII/44, XII/46, or XIT/46. Such girders shall he 
welded to the crown plate prior to stress-relieving. 

Each girder shall be of sufficient strength to support its due proportion of the 
load on the crown plate independently of the crown plate, and the bolts or weld 
attachments shall have sufficient cross-sectional area to carry the applied load. 

The waterways between the underside of the girder and the crown plate shall 
be as large as practicable, but in no case less than li inches deep. 

552. Gasset stays.— Gusset stays shall be flat and perpendicular to the end 
plates. Gusset plates shall not be subjected to cranking or setting 

553. Access.— At least one manhole or sight hole shall be provided in the upper 
part of the boiler, the dimensions being not less than those in Table XII/2 for 
the given size of boiler; — 


Table XII/2. Dimensions of Manholes or Sight Holes 


Diameter of boiler 


Minimum size of hole inches 


Boilers not exceeding 2 feet and 6 inches. , 

Boilers over 2 feet and 6 inches diameter and not exceeding 3 feet. 

Boilers over 3 feet diameter and not exceeding 3 feet and 6 inches. 

Boilers over 3 feet and 6 inches diameter and not exceeding 4 feet. 

Boil'ts over 4 feet. 

Where the size of construction of the boiler does not 
cleaning or inspection of all internal surfaces, cleaning holes sufficiently large 
and numerous shall be provided for this purpose. The cleaning holes .shall he 
not less than 34 inches v24 inches in size. 


9 

X 

7 

12 

.x 

9 

14 

X 

10 

I.*; 


II 

r 6 

X 

12 

permit 

of entry for 


One cleaning hole shall be provided opposite at least one and of each cross¬ 
tube in a vertical crosstube boiler. Where the water tubes are arranged in banks, 
an opening of sufficient size to permit of their replacement shall be provided. 
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At the bottom of the narrow water space In vertical boilers where internal 
access is not possible, mud holes shall be arranged at eq^ual distances round the 
circumference of the boiler not less in number than as given in Table XII/3, 


Table xii /3 Number of Lower Cleaning Holes or Mud Holes 


Diameter of boiler. No. of holes, 

2 feet and over but not exceeding 3 feet . , 3 

Over 3 feet and not exceeding 5 feet. .. 4 

Over 5 feet and not exceeding 6 feet. ., B 

Over 6 feet and not exceeding 7 feet and 6 Inches. .. 6 

Over 7 feet and 6 inches and not exceeding 8 feet and 6 inches .. 7 
Over 8 feet and 6 inches and not exceeding 9 feet. .. 8 

Cleaning hole.s or mud holes in loco-type boilens shall be provided at each 


bottom corner or as nearly as po.ssible in the corners of the outer fire box casing, 
and at the top corners above flrehole opening and also at each corner of the 
saddle plate m line with the bottom of barrel. Smoke box tube plate shall be 
provided with a mud hole. 

A manhole shall be provided in the lower part of front end plates of Lancashir* 
boilers and In similar boilers with Internal flues wherever practicable. 

554. Manhole frames, mouthpieces and doors.—Manhole frames, mouthpieces, 
doors or cover plates shall be of mild steel. Frames shall be oval and where of 
the flanged type shall be formed to bed closely to the shell and provide a flat 
jointing surface to the door. Alternatively, raised circular mouthpieces may be 
fitted externally and where of the flanged type shall be bedded closely to the shell. 

Wherever practicable, the frame shall be attached vo the inside of the shell 
with the shorter axi.s parallel to the longitudinal centre line of the boiler, In 
all cases where the shell thickness exceeds i'j inch, oval frames or circular 
mouthpieces shall be fitted. 

Doors shall be made from mild steel plate formed to bed closely to the internal 
surface and shall be fitted with studs each provided with an Int^ral collar and 
screwed through the plate with a nut on the inside of the door. Doors for open¬ 
ings larger than 9 inches x 7 inches shall have two studs; but for doors of 
.size 9 inches > 7 inches, or less only one stud need be fitted; doors for openings 
not larger than 5 inches x 3i inches may have the stud forged solid with the 
door. 

The Cl OSS bars .shall be of .substantial proportions and either solid steel for¬ 
ging or Mst steel. Lug.s may be satisfactorily welded to manhole bars for 
the attachment of the bolts. 

The spigots of the door when it is in a central position in the manhole shall 
have a clearance of not more than yj inch all round. 

Oval frames and externally raised circular mouthpieces shall be either: — 

(a) Formed in piece without weld, or 

(b) Formed from a suitable rolled section and forge-welded, of fabricated 

by fusion welding, provided they are stress-relieved by heat-treat¬ 
ment after welding and before attaching to the boiler unless th« 
whole boiler is subject to heat-treatment on completion. 

Welds shall be positioned so that they are located on the transverse centre 
line of the boiler (See Regulation 656). 

The joining flanges of mouthpieces and covers shall be machined on the face 
and edges and on the bearing surface for the bolts. Bolts and nuts shall be 
machined where in contact with the flanges and the joints should be formed in¬ 
side and outside the bolts to preclude the possibility of flange distortion. Cover 
plate.s shall be, dished outwards to a depth of approximately one-eighth of the 
internal diameter of the frame. 

All edges shall be machined or flamc-out by machine (See Regulation 841). 
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Forms of manhole frames and attachments are shown in Figures XII/47, 
XII/4B, XII/49, XII/BO, and XII/61. 

556, Seatinga for mountinga.—^For pressures not exceeding 125 pounds per 
square inch mountings with screwed ends not exceeding 1 inch may be used; the 
screwed portion of any such mounting being an integral part thereof and the 
thickness at the bottom of the thread being not less than inch. 

The mountings may be . screwed: — 

Directly into the boiler shell plate, nuts being fitted on the waterside, or 

Into steel distance pieces the length of thread engaged being in no case less 
than the bore of the mounting plus J inch. 

The distance pieces shall be made from solid mild steel, They shall be 
screwed into the plate and fitted with nuts on the water side. The walls of the 
distance pieces shall be not less than J inch thick at the bottom of the thread. 

Mountings may be attached directly to any shell or end plate where the plate 
is of sufficient thickness to allow a suitable surface to be obtained for the attach¬ 
ment of the boiler mounting. 

The minimum thickness at the hole in the shell or end plate shall be not less 
than the thickness required for the maximum permissible working pressure 
considering the plate as being unpierced. 

Where the boiler mountings are secured by studs the studs shall have a full 
thread holding in the plate for at least one diameter. If the stud holes penetrate 
the whole thickness of the plate, the stud shall be screwed right through the plate 
and be fitted with a nut inside having'a thickness equal to the diameter of the 
stud. Where bolts are used for securing mounting they shall be screwed right 
through the plate with their heads inside the shell or end plate, 

(a) Standpipes. —Where standpipes are used, the flanges shall be machined or 
flame-cut by machine on the edges. The bolting flanges shall be machined on 
the jointing and bolting surfaces, 

(b) Saddles. —Where saddles are used, the edges of the flanges shall be 
machined or flame-cut by machine. The jointing surfaces shall be machined. 
The studs for the attachment of the mountings, if screwed through the saddle, 
shall be fitted on the inside with nuts of full thickness. 

Where the stud holes do not penetrate through the saddles the length of the 
screwed portion of the stud in the plate shall be not less than the diameter of 
the stud. 

(c) Pads. —Where pads are used, the jointing surfaces shall be machined. The 
pads .shall have sufficient thickness to allow the drilling of the stud holes for 
mountings without the inner surface being pierced and the length of the screwed 
portion of the stud in the pad shall be not less than the diameter of the stud. 

(d) Attachment of Standpipes. —-The following constructions as to standpipes 
attached to shells and end plates shall be permissible; 

(i) When standpipe are screwed, the screwing shall be of standard pipe 

the standpipe may be screwed into the plate and fitted with a nut 

on the waterside. 

(ii) Where the internal diameter of the standpipe exceeds one inch but does 

not exceed 2 inches, it may be screwed in and seal-welded. 

(iii) Where the diameter of the standpipe exceeds 2 inches, it may be welded 

to the end plate. 

The foregoing provisions as to the standpipe attachment shall be regulated by 
the following conditions:^— 

(i) When standpipe are screwed, the screwing shall be of standard pipe 

thread. 

(ii) Standpipes shall be attached as shown in any one of the Figures XIl/80 

to XII/85. 

(iii) Where the standpipes are fabricated by fusion welding they shall be 

stress relieved by heat-treatment before attachment to the boiler, 

(iv) Where the bore of the standpipe does not exceed 5 inches, or the 

diamatcr of the opening in the ihell doee not exceed 0 inches plus 
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twice the thickness of the plate to which it is attached, the stand¬ 
pipe may be welded to the plate without subsequent heat-treatment 
of the weld so made. If these limits are exceeded the whole plate 
to which the standpipe is attached shall be stress relieved by heat 
treatment on completion of welding. 

(e) Attachment of pads .—Pads welded to the shell or end plate shall be 
welded internally or externally. 

Methods of attachment of pads shall be as shown in Figures XII/86, XII/87 
or XII/88. Where the bore of the seating does not exceed 5 Inches or the diameter 
of the opening in the shell does not exceed 5 inches plus twice the thickness of 
the plate to which It is attached, the pad may be welded to the plate without 
subsequent heat-treatment of the weld so made. If these limits are exceeded the 
whole plate to which the pad is attached shall be stress relieved by heat-treat¬ 
ment on completion of the welding. 

(f) Attachment of water and presstire gauges .—Water gauges and pressure 
gauge syphons may be attached direct to the front end plate without the interven¬ 
tion of a pad or standpipe, provided they are flanged and secured by studs. If 
the studs are screwed throu^ the plate, nuts of full thickness shall be fitted on 
the inside of the plate. 

(g) Bolts ahd Nuts .—All holes for bolts and studs shall be drilled and bolts 
and nuts shall be machined where In contact with the flanges. 

556. Compensating plates.—Compensating plates shall be of mild steel and, 
before attachment, shall bed closely to the plates to which they are to be con¬ 
nected. Any welds therein shall be on the transverse centre line. 

557. Definition of the terms ‘Fusion Weld'.—The terms ‘fusion weld’ is, for the 
purpose of this chapter applicable to all welded seams made by the metal arc 
process with covered electrodes or by any other electric arc process in which the 
arc stream and the deposited weld metal arc shielded from atmospheric contami¬ 
nation. 

The relevant provisions of this chapter shall also apply to the single run or 
heavy run welding process and that welded boilers manufactiu'ed by that process 
shall comply with all regulations of this chapter excepting those in which 
divergence is necessary solely because of special requirements essential for the 
most efficient utilisation of that process, Thus all regulations governing quality 
of material, construction, workmanship, and testing (both non-destructive , and 
otherwise) are applicable. 

Where welded shells conforming to the regulations of this Chapter are made 
by single or hdavy run process it shall be understood that Regulations 647, 558 
and 559 do not apply In their entirety. The method of making the welds shall 
be approved by the Inspecting Authority. 

668. Method of Welding.—The seams .shall be fusion-welded from both sides 
of the plate. The main weld may be on either side of the plate, whichever is 
most convenient to the manufacturer. Before the second side of the plate is welded, 
the weld metal at the bottom of the first side shall be removed by grinding, 
chipping, machining or other approved method. 

Additional runs of metal shall be deposited at both surfaces of the welded 
seams to ensure that the weld metal at the level of the surfaces of tlie plate is 
refined as far as possible, The surfaces of the welds which are to be subsequent¬ 
ly radiographed shall thereafter be machined or ground so as to provide smooth 
contours and to be flush with the respective surfaces of the plate. There shall 
be no imder-cutting at the junctions. 

The positions of the welds shall be marked permanently to facilitate their 
location. 

When affixing standpipes, branchpipes, seatings, compensation plates, doubUng 
plates or manhole frames, not less than two runs of metal shall be deposited at 
each weld. 

Each run of weld metal shall be thoroughly cleaned and freed from slag before 
the next run is deposited. 

659. Types of welded shell seams.—The longitudinal and intermediate circum¬ 
ferential seams .shall be made with butt joints of the single or double U or V 
type (see Figures XII/3, XHI/4, XII/5 and XII/6). 
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End circumferential seams shall be in accordance with Figures XII/7, XII/8, 
XH/9, XII/10, XII/11 or Xn/12. 

560, Repairs to welded seams. —(a) Any r^alr to a weld carried out by the 
manufacturer shall first be agreed to by the Inspecting Authority. 

(b) Whare defects are distributed over the whole length of the seam the total 
length of the portions which may be cut out from any one longitudinal or cir¬ 
cumferential seam to remove all defects shall not exceed 15 per cent, of the 
total length of the seam. 

When, however, the defects are all located in a single continuous length 
which may be cut out to remove all defects shall not exceed 10 per cent, of the 
total length of the seam. 

Circumferential seams.—Where the length of weld metal cut out for repair in 
a circumferential seam exceeds the amount stated above the whole of the weld 
metal shall be removed and the seam re-welded. Representative tests for a re¬ 
welded circumferential seam shall be provided when required by the Inspecting 
Authority. 

Longitudinal seams,—Where the length of weld metal cut out for repair in 
any longitudinal seam exceeds the amount stated above, or the weld metal in any 
other way fails to comply with the requirements specified, the whole of the weld 
metal shall be removed and the seam re-welded, provided that the original test 
plates are treated similarly or new plates of the same thickness as the joint and 
of simiiar quality of material are attached to the ends of the seam and re-welded 
with it. In either case the plates are to be tested in accordance with the appro¬ 
priate provision of Regulation 661 and the requirements for heat-treatment to 
be in accordance with Regulation 562. 

(c) Defects shall be cut out by chipping, machining or other approved 
methods. 

(d) Whenever a defective part has been cut out, the Inspecting Authority 
shall be notified so that, if necessary, an examination may be made before re¬ 
welding. 

(e) In the case of Class I boilers all repaired areas shall be subjected to 
rediographical examination. 

(f) The boilers shall be heat-treated on completion of all welded repairs. 

561. Tests on welded seams.— (a) Test Plates .—Test plates to represent all 
welded seams shall be attached at each end of each longitudinal seam in tension, 
These shall be of a size sufficient for the preparation of the test pieces specified. 
In the case of shell plates up to and including 16 feet in length the test plate 
may be located at one end only (see. Figure XII/53). Where the shell is formed 
in two or more rings, the staggered longitudinal seam shall be regarded as a con¬ 
tinuous longitudinal seam provided the welding be effected in one reasonably 
continuous operation and by the same operator or operators. The material for 
the test plates shall be cut from the respective plate or plates forming the appro¬ 
priate seam. 

In the case of insufficient material being available on the shell plate to per¬ 
mit the cutting of test pieces, these shall be acceptable if they are made from 
another plate provided it is made from the same cast. The test plates shall be 
stamped oy the Inspecting Authority before being cut. 

The weld groove in the test plates shall be similar to that adopted for the 
corresponding edges of the longitudinal seam, and the respective fusion faces 
shall be in continuous alignment. The test plates may be reinforced or sup¬ 
ported during welding so that any ^lative displacement due to warping during 
welding does not exceed 6 degrees. The weld metal in the test plates and the 
seam shall be deposited continuously at the same operation. 

The weld In any test plate shall not be repaired. If any defects are revealed 
in the weld metal of a test plate the position of this shall be clearly marked on 
the plate and the test pieces shall be selected from such parts of the test plates 
as may be decided by the Inspecting Authority. 

Test plates warped during welding by not more than 5 degrees may bo 
stra^htened before heat-treatment. For the heat-treatment of the test plates 
see Regulation 562. 
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Where there are circumferential seams only or where the method of welding 
the circumferential seams differ from that employed for the longitudinal seams, 
the method of providing the test plates shall be decided by the Inspecting 
Authority. 

(b) Class I Tests.—(i) Specimens for the following tests shall be selected 
from the test plate or plates and stamped by the Inspecting Officer for indenti- 
fleation (see Figures XII/53 and Xn/64). 

One tensile test specimen for the welded seam. 

One all weld metal tensile test specimen. 

Two bend test specimens. 

Two impact test specimens. 

One specimen from each test plate for macro and micro examination. 

The dimensions of the specimen.s shall be in accordance with the sketches in 
Figures XII/315, XIIi/5e. XII/57 and XII/68. The remainder of the test plates 
.shall be retained for re-tests if required. Any specimen for re-test shall be cut 
from the same test plate as the original specimen. Specimens representing weld¬ 
ed seams shall, if necessary, be straightened cold before the commencement of 
machining. Tensile and bend specimens shall, if practicable, be of the full plate 
thickness, Sutfaces of tensile, bend and Izod specimens corresponding with the 
outside or inside of the boiler shall be lightly dre.ssed only so that the rolled 
surface of the. parent metal Is not wholly removed. Where the rolled surfaces 
of the abutting plates are not level with one another, one plate may be machined 
at each face of the weld so long as the depth of the metal removed does not 
exceed 1/32 Inch. 

fli) Tensile tests .—Two test specimens shall be prepc.L.'d. 

The first specimen .shall be <'ut out transver-sely to the welded scam, and when 
the capacity of the testing machine does not allow the full thickness of a single 
specimen to be tested, two narrower tensile specimens shall be substituted. These 
specimens shall be of the full thickness of the plate at the welded .iolnt and their 
breadth shall be as great as the testing machine will rea.sonably allow, providing 
the effective cross sectional area of the test piece is not less than 14 square inches. 
(See Figure XII/55, Specimens la and lb). The tensile strength shall not be less 
than the l.wer limit specified for the plate. 

The .second apeolmen shall consist entirely of deoo-sited metal and shall be cut 
out longitudinally from the seam (sec Figure XII/57). The tensile strength shall 
not be less than the lower limit specified for the plate. The elongation shall not 
be less than 20% on a gauge length or four times the square root of the cross 
sectional area of the specimen, and the reduction in area not less than 35%. 

(iii) Cold bend tests.—Two bend tests shall be made. 

One specimen shall be tested with the outer surface of the weld in tension, 
and the other with the inner surface in tension. The specimen.s shall be rect¬ 
angular in section and shall be cut out transver.sely to the weld so as to have a 
width not less than one-and-a-haif times the thickness of the plates. The sharp 
corners of the specimens shall be rounded to a radius not exceeding 10% of the 
thickness of thei stpecimen. 

Where the plate thickness does not exceed li inches, the thickness of the 
specimen shall be equal to the full thickness of the test plate. Where the plate 
thickness exceeds IJ inches, the .specimen .shall in all cases have a thickness of at 
least IJ Inches. The .specimen to be tested with the outer surface of the weld in 
tension shall be prepared b.y cutting to waste the metal local to the inner surface 
of the weld, so that the desired specimen thickness Is obtained (see A, Figure 
Xn/58). 

The specimen to be tested with the Inner surface in ten.sion shall be prepared 
by cutting to waste the metal local to the outer surface of the weld so that the 
deaire'd specimen thickness is obtained (see B. Figure XII/58). Where the thick¬ 
ness of the plate permits, both specimens may be cut from the same piece of plate, 
the .spedmen.s being located in the plate one above the other (see C, Figure XII/58), 
Each specimen .shall be mounted with the weld midway between the supports set 
apart at a distance of not more than 5,2 times the thickness of the specimen and 
pushed through the supports with a former having a diameter equal to three times 
the thickness of the specimen. 
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On completion of the test no crack or defect at the outer surface of the specimen 
shall be greater than 1/16 inch measure across the specimen or i inch measured 
along the length of the specimen. Premature failure at corners of the specimen 
shall not be considered cause for rejection. 

(iv) Impact tests. —Two rectangular specimens shall be cut out transversely to 
the welded joint and they shall conform to the dimensions shown in Figure XII/58. 

One specimen shall have the notch cut at the middle of the outer surface of the 
weld, and the other at the middle of the inner surface of the weld. 

The tests shall show a minimum Izod impact teat value of 20 foot pounds, the 
test being carried out at a temperature between 50"C. (i22"F) and 100"C. 
(212"F,1. 

(v) Macro-and Micro-examinaticms. —A specimen the full thickness of the 
plate and not less than half-an-inch wide shall be provided from each .set of test 
plates for the purpose of macro-and micro-examinations, 

(vil Additional Tests before rejection,^—Should any of the test .specimens taken 
in accordance with this Regulation fail to meet the specified requirements, re-tests 
shall be allowed for each specimen that falls as follows:— 

Where any result of the tensile test is not less than 9(1'^2 of the specified figures 
one re-test shall be made. Where any result falls below fiOfl, two re-tesls shall 
be made. 

Where a bend specimen falls to meet the specified requirements, two re-lests 
shall be made. 

If an Impact test fails to meet the specified requirement.*!, two re-tests shall be 
taken from the test plate, one on each side of the original specimen and separate 
from it by not more than 5 millimetres. 

If it be found there is insufficient metal to permit the preparation of specimens 
for re-test from the remainder of the test-plate from which the original specimen 
was taken, the specimen for re-test ma.v be cut from the test plate relating to the 
opposite end of the same longitudinal seam. 

Should any of the additional tests fail to meet the specified requirements the 
welded seams represented by these tests shall be re.iected. 

(vii) Specimens after test. —If required the specimens after test shall be at the 
disposal of the Inspecting Authority for examination. 

(viii) Radiographic examinations. —Every portion of the longitudinal and cir¬ 
cumferential welded seams of the shell of the boiler shall be subjected to radio- 
graphic examination. 

The methods employed in obtaining the radiographs shall be such as to show 
clearly differences equal to 2% of the thickness at the welded joint. To determine 
whether this result Is being attained an indicator of approved form which Includes 
a portion equivalent to not more than 2% of the joint thickness shall be placed in 
the vicinity of the weld so as to make a record on each radiograph. 

Each section of every weld shall be marked so that the radiographs can be 
easily correlated to the particular part of the seam represented. 

The examination shall be made from the original films and the acceptability of 
the welds shall be decided by the Insnectlng Authority. The welds deemed un¬ 
satisfactory shall be rejected or dealt with under the condition of Regulation 560 
and be radiographed again. The films shall be retained by the manufacturer for 
a reasonable period for reference and be available to the Inspecting Authority if 
required. 

(c) Class II Tests.— fi) From each longitudinal seam te.st pieces shall be select¬ 
ed for the following te-sts and stamped by the Inspector for identification. 

From the test plate or plates:— 

One tensile test specimen for welded seam. 

One bend te,st specimen. 

One reverse bend test specimen. 

One nick-break test specimen. 

One Micro Macro test specimen from each test plate. 
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The tllsposltion of the speciinen shalJ be in arcordance with the sketches in 
Figure Xn/59, The remainder of each test plate shall be retained for re-tests If 
roMiulred. 

(ii) Tensile test. —The dimensions of the test specimen shall be in accordance 
with the sketch in Figure Xll/hS, Specimen la, and the specimen shall be cut out 
transversely to the welded seam. When the capacity of the available testing 
machine does not allow the full specimen to be tested, two narrower tensile speci¬ 
mens shall be substituted, These specimens shall be the full thickness of the plate at 
the welded ioLnt and their breadth shall be as great as the testing machine will 
reasonably allow, provided the effective cross sectional area of the test piece Is 
not less than IJ square inche.s (see Figure XlI/55, Specimen lb). The tensile 
strength of the welded joint specimen shall be not less than the lower limit 
specified for the plate. 

(ili) Cold bend tests—Two bend te.sts shall be made. 

One specimen shall bo tested with the outer surface of the weld in tension, and 
the other with the inner surface in tension. The specimens shall be rectangular 
In section and shall be cut out transversely to the weld .so as to have a width not 
less than one-and-a-half times the thickness of the plate. The sharp corners of 
the specimens shall be rounded to a radius not exceeding 10% of the thickness of 
the specimen. i 

The speclrpen to be tested with the outer surface of the weld in tension shall 
be prepared hV cutting to waste the metal local to the Inner surface of the weld, so 
that the desired specimen thickness Is obtained. (See A, Figure Xll/ilS), The 
sjjecimen to be tested with inner surface in tension shall be prepared by 
cutting to wa.fte the metal local to the outer surface of the weld so that the 
desired specimen thickness Is obtained. (See B, Figure XII/58). Where the thick¬ 
ness of the plate permit,? both .specimens may be cut from the same piece of plate, 
the specimens being located in the plate one above the other. (See C, Figure 
XII/fl8). 

Each specimen .shall be mounted with the weld midway between the supports 
set apart at a distance of not more than 5.2 times the thickness of the specimen 
and pushed through the supports with a former having a diameter equal to three 
times the thickness of the specimen. 

On the completion of the test no crack or defect at the outer surface of the 
apeclmen shall be greater than 1 /18 inch measured across the specimen, or J inch 
measured along the length of the specimen. Premature failure at corners of the 
.specimen shall not be considered cause for rejection. 

(iv) Nick-break specimen. —This .specimen shall have a width not less than 
one-and-a-half tlme.s It.s thickness and the slot .shall be out In each side of the 
specimen through the centre of the weld and perpendicular to the outer face of 
the boiler. 

The specimen .shall then be broken in the weld and the fracture shall reveal a 
sound homogeneous weld substantially free from slag inclusions, porosity and 
coarse crystallinity. 

(v) Macro and Micro E.Tammaiions.—A specimen the full thicknes.s of the plate 
and not less than 4 inch wide shall be provided from each -set of test plates for the 
purpose of Macro and Micro examinations. 

(vi) Additional tests before rejection .—If any of the test specimens should fail, 
two re-tests shall be made and both shall meet the specified requirements. 

(vil) Specimens after tests. —If required, .specimens a-ter tests shall be at the 
disposal of the Inspecting Authority for examinations. 

562. Heat Treatment,—All boilers shall be slre.ss relieved by heat-treatment after 
completion of all welding and before hydraulic test. 

The heat treatment furnace should be sufficiently large to accommodate the 
whole boiler. The furnace temperature .shall be slowlv raised to hetwen 600°C. 
and 060°C. and the boiler shall remain until It has uniformly reached this tempera¬ 
ture which shall be maintained for a period of not less than one hour Per hich of 
plate thickness. The boiler should be allowed to cool slowly In the furance but If 
withdrawn shall be effectively screened from draughts. 
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During heat treatment the official test plates shall be inside the boiler. Where 
the shell is subjected to a primary stress relieving treatment identical to the final 
heat treatment to be given to the holler, the test plates may be placed inside the 
shell during primary treatment and thereafter cut up and tested without waiting 
for the final treatment of the boiler. 

Where the shell is not subjected to primary stress relieving treatment or is 
subject to a primary stress relieving treatment which is not Identical with the final 
heat treatment the test plates may be placed Inside any other boiler of comparable 
dimensions which is to be heat treated In accordance with this Chapter. 

Temperature charts shall be submitted to Indicate that the test plates and the 
boilers they represent have been subjected to identical heating, soaking and cooling 
treatment. 


Alternative procedure for the heat treatment of any boiler may be submitted 
to the Inspecting Authority for approval. 

563, Classification of Fusion-Welded Boilers.— The boilers covered by this 
Chapter shall be classified in accordance with Table XII/3. 

Table XII/3 

Classification of PusionA^elded Boilers 


Classification 

Limits of application 

1 Mmim’im thickness 

Cl'JSS I 

No limit 

1 inch. 

ClKSS 11 

When the following limits are not exceeded; 

Boilers up to and including 36 
inches internal dicracter— 
J, inch. 


a. Design pressure—1O3 pounds per spuare 

inch. 

1 

Boilers over 36 inches internal 
diameter —| inch. 


j 1 

b. Design pressure in pounds per square inch! 
multiplied by internal diameter in inches 1 
-=5250. 



564. Shells.—The working pressure of the cylindrical shell shall be determined 
by the following formula: 

WP — (t— 2 ) S C Equation XII/I 

5 

where— 

t is minimum thickness of shell plate In thirty-seconds of an inch. 

WP is working pressure In pounds per square inch. 

D is maximum Internal diameter in inches. 

S is minimum tensile strength of plate in tons per square Inch, 

C is a constant, as given below. 


In no case, however, shall the factor of safety of the shell be less than 4 or 
the plate thickness be less than specified in Table XII/3 given under Regulation 
563, 


C=32 where Class I requirements are complied with, 

C=27 where Class II requirements are complied with. 

Where boilers have a nest or nests of horizontal tubes, so that there Is a direct 
tension on the tube plates due to the vertical load on the boiler ends or to tube 
plates acting as horizontal ties across the shell. 

(i) each alternate tube in the outer vertical rows of tubes shall be a stay tube. 

(ii) the thickness of the tube plates and the spacing of the tubes shall be 
.such that the section of metal taking the load is sufficient to keep the stress 
within that allowed on the shell plate, as determined by the following formula: — 

WP . J 


Equation XU [3 
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where— 

t is thickness of the tube plate in thirty-seconds of an inch. 

WP is working pressui’e in pounds per square inch. 

S is minimum tensile strength of plate in tons per square inch. 

D is twice the radial distance of the centre of the outer row of tube holes 

from the axis of the shell in inches, 

J is the percentage strength of the plate through the tube holes, i.e., 

» 100 (p — d) .Equation XII/3. 

P 

p is the vertical pitch of tubes in inches. 

d is the diameter of the tube holes in Inches. 

Note,—T he tube plates between the stay tubes shall comply with the require¬ 
ments for tube plates (see Regulation ’577). 

566. Horizontal shelves of tube plates forming part of the shell.—The number 
of gussets required to support the norizontal shelves of tube plates to withstand 
the vertical load due to the pressure on the boiler ends shall be determined 
in the following manner; — 

For combustion Chamber tube plates the minimum number of the gussets shall 
be— 

Where (p exceeds 4660 ., .. .. .. 1 gusset. 

Where C exceeds 6240 .. ,. .. ., 2 gussets. 

Where C exceeds 7440 .. .. .. .. 3 gussets. 

For the smoke box tube plate the minimum number of gussets shall be: — 

Where C exceeds 4560 .. ,. .. .. 1 gusset. 

Where C exceeds 8400 .. .. ,. ., 2 gussets. 

and C = ADP Equation 4 

t 

where— 

A Is maximum horizontal dimension of the shelf from the inside of the shell 
plate to the optside of the tube plate, in inches. 

D is inside 1 diameter of the boiler in inches. 

P is working pressure in pounds per square inch. 

t is thickness of tube plate in thirty-seconds of an inch. 

(see figure XII/61). 



The shell plates to which the sides of the tube plates are connected shall be 
not less than 1/16 inch thicker than is required by thei formula applicable to shell 
plates with continuous circularity; and where gussets or other stays are not 
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fitted to the shelves the strength of the parts of the circumferential seams at 
the top and bottom of these plates from the outside of one tube plate to the 
outside of the other, shall be sufficient to withstand the whole load on the boiler 
end, with a factor of safety of not less than 4-5. 

506. Dished end plates for Lancashire and Cornish hollers.—^The dished ends 
of Lancashire and Cornish boilers with external or internal flanges for furnaces 
without stays and subject to internal pressure the maximum working pressure 
shall be determined by the following formula; — 

WP = ? Equation XII /5 

where— 

t is minimum thickness of the end plate in thirty-seconds of an inch. 

WP is working pressure in pounds per square inch. 

R is inner radius of curvature of the end plate in inches, 

S is minimum ten.sile strength of the plate in tons per square inch. 

The inner radius of curvature of the end plate shall not exceed times the 
external diameter of the shell to which it is attached. 

The inner radius of flanging of the end plate shall be not less than 4 times 
the thickness of the plate but in no case less than 2 i inches. 

Where the end plate has a manhole, compensation shall be obtained by flanf^ng 
the edge of the opening or by providing a fabricated ring (see ETgure XII/47). 

In either case the depth of the flanging or ring measured at the minor axis 
.shall not be less than that determined by the following formula: — 

D«. y TW' . Equation XII/6 

where— 1 

D is depth of flange or ring in inches—measured from the outside of the plate 
to the joint face. 

T is thickness of the plate in inches. 

W l.s width of the opening in inches—measured on the minor axis, 

567. Dished ends sublect to internal pressure. —For unstayed ends of shells 
and tops of vertical borier.s and the like boiler parts, when dished to partial 
spherical form the maximum working pressure shall be determined by the 
following formula: — 

WP =• . Equation XIl /7 

WP is the working pressure in pounds per square inch, 

t is thickness of the end plate in thirty seconds of an inch, but in no ca.se 
this shall be less than the thickness of the shell to which it is attached. 

R is the inner radius of curvature of the end in inches, which shall not exceed 
the external diameter of the shell to which it is attached. 

S is the minimum tensile breaking strength of plate in tons per square inch, 
or whatever is allowed for it. 

(b) The inside radius to which a crown plate is dished shall be not greater 
than the external diameter of the cylinder to which it is attached. 

(c) The inside radius of curvature of the flanges to the shell shall be not 
less than 4 times the thickness of the crown plate and in no case less than 2i Inches. 

(d) The inside radius of curvature of flanges to uptakes shall be not less than 
twice the thickness of the crown plate and in no case less than 1 Inch. 

(e) When the end has a manhole in it (t—5), shall be substituted for (t—1) 
In the formula. 

(f) The total depth of flange of manhole from the outer surface in Inches 
measured on the minor axis shall be at least equal to— 

v'"’ T X W depth of flange In inches Equation Xllyg 

where T is the thickness of the plate in inches and W is the minor axis of the 
hole in inches. 
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(g) The depth of the crown plate opening from the commencement of the 
•vature of the flanging radius shall be not less than twice the plate thickness 
,h a minimum of one inch. 

568. Dished ends shbject to external pressure. —In the case of unstayed dished 
is, for the coefficient 15 in Equation XII/ 8 , the coefficient 12 shall be substituted, 
i R shall be the outer radius of the curvature of plate, which shall not exceed 

external diameter of the shell to which it is attached. 

For plates exposed to furnace-flame the coefficient shall be 10'5. In no case 

R 

II — exceed 2-75. 
t 

The inside radius of curvature at the flange shall be not less than 4 times 
; thickness of the end plate and in no case less than 2 | inches. 

The inside radius of the curvature of the flange to uptake shall be not less 
n twice the thickness of the crown plate and in no case less than one inch. 

569. Hemispherical crowns. —^The maximum working pressure for hemispherical 
wns subjected to internal pressure shall be determined by the following 
•mula: — 

WP »= (t - 2) S X C 

R .Equation XII /9 

tere 

t is thickness of plate in thirty-seconds of an inch. 

WP is the working pressure in pounds per square inch. 

R is inner radius of curvature in inches. 

S is minimum tensile strength of the plate in tons per square inch. 

C is a constant, as given below. 

In no case, however, shall the factor of safety of the crown plate be less than 4 
r the plate thickness be less than specified in Table given under Regulation 563. 
C=:32 where Class I requirements are complied with. 

C=27 where Class II requirements are complied with. 

570. Manholes and other openings in shells. —Manholes and other openings in 
ills shall be placed as far as possible from any seam. Wherever practicable 
al openings shall be arranged with the minor axis parallel with the longitudinal 
ntre line of the boiler. In no case shall the circumferential length of any 
lening exceed twice the longitudinal width of the opening. 

571. Compensation for openings in shells. —Where the width of any opening 
neasured in a direction parallel to the longitudinal axis of the boiler) exceeds 

-and-a-half times the thickness of the shell plate in inches plus 2 J inches, 
impensation shall be provided. 

(a) Area to be compensated. —^The area to be compensated shall be the product 
the maximum width of the opening cut in the shell and the thickness of an 

ipierced seamless shell of similar material calculated by Equation XII/I with 
instant C=35 for the same working pressure. 

(b) Compensating area. —Compensation shall be considered adequate when the 
im of the following areas is not less than the area to be compensated; — 

(i) The area obtained by multiplying the difference between the actual 
lickness of the shell and the thickness required for an equivalent unpierced 
•amless shell by a lenth 2 (3 irch+Ts), where Ts is the actual thickness oi 

‘ shell plate in inches. 

(ii) The net cross sectional area of the frame or pad, or in the case of a 
ranch the cross sectional area of the wall of the branch minus the sectional 
■ea of a branch of the same bore having thickness equal to that calculated by 
luation XII/I for the same working pressure (with constant C—35 if seamless), 

■ s the thickness required to withstand external loads. The areas shall be 
leasured within limits such that (a+b)' in Figure XII/62 does not exceed 

inches. 

. Where the material of a frame, pad or branch has a tensile strength which 
.....ers from that of the shell to which it is attached, the compensating area shall 
e multiplied by the ratio; 

Tensile strength of compensating part. 

Tensile strength of shell plate. 

(iii) The cross sectional area of the welding fillets. 
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(c) Compensating plotes.—^In cases where the sum of (i), (ii) and (lu) is 
than the area to be compensated, a compensating plate shall be welded to 
shell, its total cross sectional area being equal to the amount of the deficit 
due allowance being made as above when the tensile strength of the mate 
of the plate differs from that of the shell. 

Notwithstanding compliance with the requirements of paragraph (b) he 
ever, a reinforcing plate shall be fitted around all branches of 4 inches bore . 
over welded to shell plates having a thickness of | inch or less. 

The compensating plate may be fitted on the inside or outside of the si 
plate as most convenient and its diameter shall not exceed twice the longitudi 
width of the opening in the shell. 

(d) Figure XII/62 shows a welded branch to which the. foregoing requireme 
apply where, 

W is width of the opening in the shell in inches. 

Ts is actual thickness of shell in inches. 

T1 is thickness of an equivalent unpierced seamless shell calculated 

Equation XlI/1 with C-35, in inches. 

Tr is actual thickness of branch in inches. 

T2 is minimum thickness of body of branch calculated by Equation XI 
(with C=35 if seamless) in inches. 

T3 is thickness required to withstand external loads in inches, inch uni 
the loading is shown to be such as to require a greater thickness O where there 
no external loading. 

Tc is minimum thickness of compensating plate in inches. 

51 is minimum tensile strength of shell plate in tons per square inch. 

52 is minimum tensile strength of branch in tons per square inch, 

53 is minimum tensile strength of compensating plate in tons square inch. 

w is width of compensating plate in inches measured in the same plane 
the shell opening. 


Area to be compensated. 

A =. WxTi 
Compensating area. 

(i) Portion of shell available for compensation; — 

B - 2 (3 + Ts) (Ts - T,) 

(ii) Portion of branch available for compensation: — 

C = 2 (4 +Ts) [ Tn-(T, -h T,) ] X 

(iii) Portion of welds available for compensation: — 

D—Total cross sectional area of the internal and external welding fillets. 

is greater than (B +C+ D), additional compensation is required to maJ 
up the difference. In the example shown in Figure XII/62 this is provided I 

plate, the total compensating area being such th 
(B+C.+D)+ Z is not less than A where— 


2 xwxTcx 


S. 


512 Raised manhole frames, cover plates and joint bolts.—Raised circul 
manhole frames not exceeding 16 inches in diameter shall not be less than } in 
tine A in mi pcii*tSt 


than^^ circular cover plates and joint flanges for such frames shall be not le 

1 inch thick for pressures not exceeding 120 pounds per square inch. 

IJ inches thick for Pressures exceeding 120 pounds per square inch pi 
not exceeding 200 pounds per square inch " 

“ “ts *■'“ ”»• '"“Oi- 
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The cover plates shall be secured by at least sixteen steel bolts not less 

I 1 Inch diameter, such that the stress in the bolts due to steam pressure shall 
exceed— 

5,000 pounds per square inch for 1 inch bolts. 

6,000 pounds per square Inch for IJ inches bolts. 

6,500 pounds per square inch for li inches bolts. 

<’or the purpose of calculation, the pressure shall be assumed to act on the 

jle area within the pitch circle of the bolts and the bolt area at the bottom 

he screw thread shall be taken. 

j 73, Standpipes.—The thickness and bolting of all flanges joining mountings 

II be not less than that reouired by Appendix E, “Tables of pipe flanges’, for 
appropriate pressure, but in no case shall the thickness be less than J inch. 

'a) For pressures up to 300 pounds per square inch the minimum thickness of 
idpipes fabricated by fusion welding shall be determined by the following 
nula: — 

t—D-l-6.Equation XII/10, 

re 

is thickness of standpipe in thirty seconds of an inch. 

) is external diamdter of standpipe in inches. 

tolid forged standpipes shall have a minimum thickness of flange and body 
■ccordance with Table Xn/4, 


Table XII /4 


Thickness of solid forged standpipes 


ore of 
andpipe 

I 

Design pi( 
and incl 

pounds per 

Flange 
joining 1 
1 boiler 

1 t 

Minimun 

:ssure upto 
uding 160 
square inch 

Body 

1 thickness 

Design pressure above 
160 and upto and inclu¬ 
ding 360 pounds per 
Square Inch 

Design pressure above 
260 upto and including 
360 pounds per square 
inch 

Flange 

joining 

boiler 

Body 

Flange 

joining 

boiler 

Body 

inches 

1 

indies 

inches 

inches 

inches 

inches 

inches 

I 

7/16 

3/8 

1/3 

3/8 

3/4 

3/8 


7/16 

3/8 

1/2 

3/8 

3/4 

3/8 

li 

, 7 /ifi 

' 3/8 

l/2 

7/16 

3/4 

Z/2 

2 

I 7/16 

3/8 

9/16 

7/16 

3/4 

1/2 

2 i 

7/16 

3/8 

9/16 

7/16 

7/3 

5/8 

i 

p/16 

7/16 

5/8 

1/2 

7/8 

3/8 

3 i 

9/16 

7/16 

5/8 

1/2 

7/8 

5/8 

4 

9/16 

7/16 

5/8 

1/2 

7/8 

3/8 

4 i 

9/16 

7/16 

5/8 

1/2 

7/8 

5/8 

5 

5/8 

9/16 

3/4 

5/8 

7/8 

5/8 

6 

5/8 

9/16 

3/4 

5/8 

7 /S 

5/8 

7 

5/8 

9/16 

3/4 

5/8 

7/8 

5/8 

8 

5/8 

9/16 

3/4 

5/8 

7/8 

3/8 

9 

5/8 

5/8 

3/4 

5/8 

7/8 

5/8 

ro 

5/8 

5/8 

3/4 

5/8 

7/8 

3/8 


Pressed plat* saddle Pressed plate saddle Pressed plate saddle 
5/8 inch 3/4 inch 7/8 inch 
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(b) Where a double flanged standpipe is tapered, the thickness of the fli 
joining the boiler shall correspond to the bore at that flange in accordance ■> 
Table XII/4. 

Note. —It may be necessary to increase the thickness obtained from Table X 
or Equation Xll/lO to allow for external loading. 

574. Stayed flat surfaces (other than crowns of vertical boilers).—(a) W1 
flat end plates are flanged for connection to the shell, the inside radius of flan* 
shall be not less than 1-75 times the thickness of the plate with a minimum 
li inches. 

(b) Where combustion chamber or fire-box plates are flanged for connec 
to the wrapper, the inside radius of flanging shall be equal to the thickness of 
plate, with a minimum of 1 inch. 

(c) Where the flange curvature is a point of support, this shall be taken at 
commencement of curvature, or at a line 3i times the thickness of the p 
measured from the outside of the plate, whichever is nearer to the flange. 

(d) Where a flat plate is welded directly to a shell or wrapper, the poin 
support shall be taken at the inside of the shell or wrapper. 

(e) The working pressure of flat plates supported by stays, shall be delermi 
by the following formula: 

WP= .Equation XII/II. 

A*+B» 


where 

t is thickness of plate in thirty-seconds of an inch. 

WP is working pressure in pounds per square inch. 

A is horizontal pitch of stays in inches. 

B is vertical pitch of the stays in inches. 

C is Constant, as given below. 

The constants given below relate to plates which are stress relieved and 
exposed to flame. 

When plates are exposed to flame the constants shall be reduced by 124 
cent. 


Where various forms of support are used Constant C shall be the mean of 
values for the respective methods adopted. 

Where stays are irregularly pitched, D= shall be taken instead of A'^- 
D being the diameter in inches, of the largest circle which can be drawn t 
the circumference passing through three points of support without enclo; 
anoth.Gr point of support. No more than two points of support may be locatec 
one side of any diameter of the circle. 

The value of the Constant C in Equation XII/11 shall be as follows: 


(i) Where stays are screwed through the plates and, in addition, are f 
welded to the plates on the outside, the size of the weld being 0-25 of the diami 
of the screwed portion of the stay (see Figure XlI/35):— 




C=57. 


(iil Where stays are screwed through the plates and, in addition, are f 
welded to the plates on the outside the size of weld being 0-35 of the diam( 
of the screwed portion of the stay (see Figure XII/36); — 


C =80 


(iii) Where plain stay.s are strength welded 
XII/37): — 


into the plates (see Fi' 


C=80 


fiv) Where plain bar stays pass through holes in the plates and are seci 
thereto by fillet welds on both sides of the plates (see Figure XII/38). 


C=85 


fv) Where plain bar stays pass through holes in the plates and are fitted 
the outside with washers having a diameter equal to two-and-one-quarter t 
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the diameter of the stay and a thickness of not less than 3/8 inch, the stay being 
flllet welded to the plate inside and to the washer outside, the, edge of the washer 
being secured to the plate by a flllet weld not less than 3/16 inch. (See Figure 
XII/39); 


C=95 

(vi) Where plain bar stays pass through-holes in the plates and are fitted on 
the outside with washers having a diameter equal to three-and-one-half times 
the diameter of the stay and a thickness of at least two-thirds that of the plate, 
the stay being flllet welded to the plate inside and to the washer outside, the edge 
of the washer being secured to the plate by a flllet weld not less than 3/10 inch. 
(Sec Figure XII/40); 


C—110 

(vii) Where plain bar stays pass through holes in the plates and are fitted on 
the outside with large washers having a diameter equal to two thirds of the pitch 
of the stays and a thickness of at least two-thirds that of the plate, the stay 
being flllet welded to the plate on the inside and strength welded to the washer 
and plate outside, the edge of the washer being secured to the plate by a full 
flllet weld, (see Figure XII/41); — 


C=120 

Note;—In cases (iv), (v) and (vll) above, the flllet welds securing the stay 
bars to the plates or washers shall be at least equal to one-quarter the diameter of 
the stay. 

(viii) Where the flat plate la flanged for attachment to the shell, flue or 
wrapper [see Regulation 374(c)l: 


C=110 

(ix) Where the flat plate ia welded directly to the shell, flue or wrapper 
[see Regulation 674 (djj: 


C=110 

(x) Where the support Is a gusset or link stay: 

C=80 

(xi) For the lower portion of the front end plate of a Lancashire boiler con¬ 
taining the manhole, the values of D and C to be used in Equation XII/11 shall 
be as follows: — 

ij^diameter In inches of the largest circle which can be drawn enclosing 
the manhole and passing through the points of support formed by the gusset stays 
and the connections to the shell and furnaces, where the circle passes through 
only three of the possible five points of support mentioned, the remaining two 
shall be included within the circle. 


C=300 


(xii) In Cornish boilers where it is necessary to strengthen the portion of 
the end plate outside the wing gussets, suitable section stiffeners shall be 
sect red tp the plates ^y full fillet welds within the circle D, and the appropriate 
comtant C shall be increased by 30 per cent. The stiffeners shall be placed in 
such a position, and the section used shall be such, that: — 

' (i) The unstayed area will be approximately equally divided. 


(ii) The load will be transmitted at each end as directly as possible to the 
gusset stays or other supporting boundaries. 


(ill) The thickness of the vertical rib of any tee bar stiffener shall be not 
less than the thickness of the end plate. 


(f) In the case of smaller boilers where the end plates are supported in the 
steam space by a single substantial tee bar (continuously flllet welded to the plate 
with not less than J inch, flllet welds) extending across the plate to the 
commencement of curvature of the flange or the toe of the flllet weld securing the 
end plate to the shell, or where such plates are supported with a deep bulb 
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extending across the plates as described above, the thickness of the plate shall be 
determined by Equation Xll/ll the values of D and C being as follows: — 

(i) For the portion of the plate above the stiffeners: 

D is diameter in inches, of the largest circle passing through the centre of 
the tee or bulb and the commencement of flange curvature or the 
inside of the shell, whichever is applicable: 

C —80 

(ii) For the portion of the plate below the stiffeners: 

D is diameter in inches of the circle passing through the tentre of the tee 
or bulh and two adjacent screwed stays: 

C=5,1 


or 


D is diameter in inches of the circle passing through the centre of the tee 
or bulb and the centre line of the top row of tubes: 

C=:i.'5 

675. Flat crown plates for vertical boilers.—Flat crown plates shall be supported 
by the uptake and/or bar stays. The inside radius of curvature of the flange to 
the .shell or firebox shall be not less than four time the thickness of the plate and 
in no ca.se Jess than 2jj inches whei-e the plate is flanged for attachment to the up¬ 
take the inside radius of curvature of the flange shall be not less than twice the 
thickness of the plate and in no case less than 1 inch. The thickness of flat crown 
plates shall bo determined by Equation XII/ll, D" being substituted for 
A'+B"), and C being defined as follows: 

Where the crown plate is supported by an uptake only D is diameter of the 
largest circle which can be drawn between the connections to the shell or fire box 
and uptake, in inches (see Regulation 574 a, b, c, d): 

C=55 

Where bar stays are fitted in accordance with Regulations 687 and 688, D is 
diameter of the largest circle which can be drawn through support, in Inches. 

C is the mean of the values for the re.spective point of support through which 
the circle passes (see Regulation 574). 

676. Wide water spaces between and around tube nests.—Except as specified 
in Regulation 677 stay tubes shall be fitted in the tube nests. The working pressure 
of the tube plate in the wide water space between tube nests shall be determined 
by the following formula; 

WP~ .Equation XII/ 12 . 


where 

t is thickness of the tube plate in thirty-seconds of an inch. 

WP is working pressure in pounds per square inch. 

A is width of the wide water space between the tube nests in inches (measured 
at the centre line of the stay tubes). 

B Is pitch of the stay tubes in the boundary rows of the wide water space, in 
inches. 

Where the stay tubes are welded to the tubeplates in accordance with Figure 
XII/06 with tubes lightly expanded before welding: 

C=50 If the plates are exposed to flame. 

C:=64 if plates are not exposed to flame. 

Where the stay tubes are welded to the tubeplates in accordance with Figure 
XII/66 with tubes lightly expanded before welding: 

C=70 If the plates are exposed to flame. 

C—80 If The plates are not exposed to flame. 
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wjhere the stays are irregularly pitched D^ shall be taken instead of 
(AH B*) where D is the diameter of the largest circle which can be drawn 
through any three points of support without enclosing another poi^r^f support 
(See Figures XlI/ 66 , XII /67 XII/fi 8 , XII/ 69 , xn/70, XII/ 71 , Xn /72 and- xn/73) 
Where various forms of supports are used, the value of C shall be the mean of the 
values for the respective methods adopted. At the attachmenl of the end plate 
to shell, furnaces of flues, the point of support and the qoriatant C to be used 
shall be taken in accordance with Regulation 574, 

For the portions of the end plates between the top rows of tubes and the steam 
space stays. Equation XII/12 shall apply, B being taken as the distance between 
the centre line of the top rows of tubes and the centre of the bar stays or other 
point of support and A being taken as 

Ai+Aj 


where 

A, is the distance between the centres of bar stays or other method of 
support, and 

Aj is the horizontal distance from the centre of one stay tube and the centre 
of the next stay tube in the top boundary row. Where no stay tubes are fitted 
A, shali be taken as equal to four times the horizontal pitch of the plain tubes. 
Where no stay tube^ are fitted the support afforded by the plain tubes shall not 
be taken to extend bevond the line enclosing the outer surfaces of the tubes 
except that, between the outside of the wing row of tubes and the attachment of 
the end plate to shell, there may bo an unsupported width equal to the flat plate 
margin as given by Equation XII/17. 

577 . Parts of flat tube plates within tube nests.— (a) Where the total area of 
all tube nests In directly fired multitubular boilers exceeds 7 square feet, stay 
tubes shall be fitted. 

Where the total number of tubes in horizontal multitubular waste heat boilers 
and direct fired loco-type boilers Is arranged in one nest, the area of which 
exceeds 21 square feet, stay tubes shall be fitted. 

In all cases, where the total number of tubes is arranged in more than one nest, 
stay tubes shall be fitted. 

The working pressure of the tubcplates within the tube nests shall be deter¬ 
mined by the following formula: 

Where stay tubes arc fitted 

^p_ C .Equation XII/ 13 . 

M* 


where 

t is thickness of the tubeplate in thirty-seconds of an inch. 

WP is working pressure—pounds per square inch, 

M Is mean pitch of the sta.y tubes in inches—being the sum of the four sides 
of any quadrilateral bounded by four quadrilateral adjacent stay tubes divided 
by 4. 

C is 56 for plates exposed to flame. 

64 for plates not exposed to flame. 

Stay tubes secured in accordance with Figure XII/03 or XlI/64. 

C:^70 for plates exposed to flame. 

C=:80 for plates not exposed to flame. 

Stay tubes secured in accordance with Figure XII/ 66 . 

fb) Where the area of the tube nest does not exceed 7 square feet in the case 
of direct fired boilers or 21 square feet jn the case of waste heat boilers, and stay 
tubes are not fitted, the ends of all tubes may be welded at the gas inlet end and 
welded or expanded at the outlet end. 

Alternatively, the tubes may be expanded and beaded at the inlet end, and 
expanded at the outlet end. In both cases the working pressure of the tube plate 
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shall be determined by Equation Xn/13, where M—four times the mean pitch in 
inches of the plain tubes in the nest. 

C=50 for plates exposed to flame. 

C = 60 for plates not exposed to flame. 

578, Manhole openinfs In flat plates.—^Where manholes are located in flat plates, 
the openings shall be suitably compensated. 

Compensation shall be obtained by flanging the edge of the opening, or by 
providing a fabricate ring (ee Figures XII/47, XII/48, XII/49, XII/SO and XII/51). 

The manhole in the lower portion of the flat front end plates shall be fitted 
with a flanged strengthening ring, the thickness of the flat portion of which shall 
be not less than (l;5T+i Inchl where T—the thickness of the end plate 
in inches, and in boilers of 7 feet and 6 inches diameter and over the manhole 
frame shall be fitted with a peak to reinforce the portion of the end plate between 
and below the furnaces and this peak shall be securely welded thereto. 

In all cases the depth of the flanging or ring shall not be less than that deter¬ 
mined by Equation XII/0. 

Note; —Where the manhole is located in or between tube nests in multitubular 
boilers or below the furnaces of other Boilers the stay tubes in the boundary rows, 
or the gusset stays, as applicable, shall be arranged as closely as practicable to 
the manhole. 

.579. Plain tubes.—(a) Attachment .—^Plain tubes may be welded at both ends, 
welded at the inlet end and expanded at the outlet end, or expanded at both ends. 

Where the tubes are expanded only, the process shall be carried out with 
expander.s having parallel rollers, and the expanded portion of the tube shall be 
parallel through the full thickness of the tube-plate. In addition to expanding, 
tubes may be bell-mouthed or beaded at the Inlet end. 

Where the tube is welded to the tubeplate, the tube should be lightly expanded 
to grip the tube hole before welding. 

(b) The maximum working pressure for the tube subject to the external 
pressure shall be: 

WP~ —.Equatio.n XII/ 14 . 

where 

t is thickness of the tubes in one hundredths of an inch. 

D is external diameter of the tubes in inches. 

No tube shall be less than 12 S.W.G. (0-104") thick. 

(c) The working pressure of tubes subjected to internal pressure shall be 
determined by the following formula: 

.Equation XII/ 15 . 

where 

t is minimum thickness of tubes in one hundredths of an inch. 

WP is working pressure in pounds per square inch, 

D is outside diameter of tubes in inches. 

580, Pitch of tubes.—^The spacing of tube holes shall be such that the minimum 
width in inches of any ligament between the tube holes shall be not less than: — 


alternatively, 

the thickness and cross-section of the plate between the tube holes shall be not 
less than 

0.T25D+0.I =. minimum thickness In inches 

0-I7D4 0 025 1= minimum cross-section in square inches where D is diameter 
of the tube hole in inches. 
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In no CAM shall the minimum thickness of any tube plate in the tube are* be 
less than the following limits; — 

Tifi inct. 

wh*rc the diameter of the tube hole does not exceed 2 inches: 

Ti* 0 /lO inch. 

where the diameter of the tube hole is greater than 2 inches. 

581. Stay tubda.—Stay tubes shall be of steel, seamless or electrically welded 
(sec Regulation 639). 

The maximum working pressure for stay tubes shall be calculated by the 
following formula: 

. Equation XH/16 

D is diameter I of the stay tube over threads in inches. 

D, is internal | diameter of the tube under the threads in inches. 

N is number of threads per inch. 

The thickness of stay tubes at any part shall be not less than 3/1(1 inch. 

Where stay tubes have their thickness increased at the screwed ends to provide 
for plus threads, the increased thickness shall be obtained by upsetting and not by 
welding, and the tubes shall be subsequently annealed. 

Stay tubes may be attached to the tube plates either by screwing or by metal 
are welding. 

Where stay tubes are screwed into the tube plates they shall be screwed with a 
continuous thread not finer than II threads per inch at both ends and shall be 
expanded into the tube plates, by roller expander and, if desired, may be seal 
welded. 

Attachment of stay tubes shall be as shown in Figures XII/63, XII/04 and 
XII/65. 


582, Compression of tube plates.— (ai For fire-box or combustion chamber 
lube plates which are subject to compres.sion due to the pressure on the roof plate, 
the maximum working pres.sure shall be: 

Cx(P—D)y,t ,, 

WF=— ' ■ Equation Xll/r 7 

t is thickness of the tube plate in thirty seconds of an inch. 

P is pitch of the tubes in inches, measured horizontally where the tubes arc 
chain pitched, or diagonally where the tubes arc zigzag pitched and the diagonal 
pitch is less than the horizontal. 

D is internal diameter of the plain tubes in inches, 

L is internal length of the fire-box or combustion chamber in inches measured 
at top between tube plate and firehole plate or back plate, or between tube plates 
in double ended boilers with combustion chambers common to two opposite 
furnaces. 

C = 875. 

Provided that the above formula shall not apply in the cases of fireboxes where 
the girders do not rest on the tube plate, or where the roof plate is stay^ direct 
to the outer shell or to girders supported by the shell. 

(b) Where girders rest on the side plates or the roof plate is so formed that 
the load is carried both by side and end plates, the compressive stress on the 
plates shall not in either case exceed 14,000 pounds per square inch. 

583. Girders for firebox and combustion chamber crowns.—(a) For girders 
supporting crown plates of rectangular fireboxes, where the ends of the girders 
are supported by the vertical eng or side plates, their proportions shall be cal¬ 
culated by the following formula; 


WP- 


C S T d» 


Equation XII/18 
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Where 

WP is Working pressure in pounds per square inch, 

S is Minimum tensile stress of the material in tons per square inch, 

T is Total thickness of the stay in thirty seconds of an inch, 
d isi Depth of the girder stay in inches, 

L is Length of girder stay in inches measured between the inside of the tube 
plate and the flrehole plate, or between the inside nf the side plates, according to 
the method of support, 

Y is Pitch of girder stays in inches, 

C=22 for steel plates or steel forgings, 

=19 for steel castings. 

(b) Where girders are welded to the crown plate the dimensions of the welds 
shall be such that the stress calculated on an area equal to tha sum of the effective 
lengths of the welds attaching eacli girder multiplied by the effective throat 
thickness shall not exceed 7500 pounds per square inch multiplied by the appro¬ 
priate weld factor in Table, Xll/7. (’^effective length” and “eff^tiye throat 
thickness” are defined in Regulation 691). The load on the welds shall be t^en 
as that due to the design pressure acting on the area LY; L and Y being as denned 
in Regulation 583. 


584, Girder sling stays.—For .slung girders the proportion of shngs, links, piM 
and connections to the shell shall be sufficient to carry the whole load that would 
otherwise be carried on the toes of the girders and for any of the aWve parts m 
tension a stress of 9,000 pounds per square i n c h of net section, and mr parts m 
shear a stress of 8,000 pounds per square inch of net s^on shall not Mc^e^ 
In the case of parts in double shear, the net are* of the section should be taken 
as 1'876 times,the single section.’ 

586. Stays for fire-boxes and otrcoUur famaoear-fa) Solid stays^ 

For screw stays to combustion chambers and Arc boxes and for lonidtudli^ and 
^ss st^s, the maximum working pressure for the stays is to be circulated from 
the appropriate one of the following two formulae: — 

i55r.p.=^^p—. Equation XII /19 

W.P.— ^ • • Equation Xn/20 

A 

W.P. is the working pressure in pounds per square inch, 

D is diameter of stays over threads in Inches, 

D, is diameter of body of stay at its smallest part in inches, 

N is number of threads of stay per inch, 

A is area in square inches supported by one stay for area to ^ sup^rtM by 
stays near tubes in firebox tube plates of locotype boilers, See Regulation 193(a), 

C=7100 for steel or special wrought iron screw stays to combustion chamber 
or fire-boxes, 

C _8640 for steel longitudinal or cross stays fitted with nuts, 

C=4700 for cooper stays. 

Where stays are made with enlarged ends and the body of the stay is smalla 
in Zmeter tLn at the bottom of tV thread the working pressure shall be 
calculated from the second formula. * 

rircnrTi1'er€7it^al mays for circular furnaces and dre boxes** The dianiet^ 
nf the\tavX 1 be i,ot less thL i inch or twice the thickness of the firebox plate 
wWcUe^if lhe eieater"^ the^ase of screwed threads the diameter shall be 
measured over die threads. 

The pitch of tile .stays at the firebox shaU not exceed 14 times the thickness 
of the firebox plate. 

RRfl irirptinv Crown Stays for Loco-type Boilers.—Where firebox crown stays 

are^ direcufaUaS te outer casing,the 

caXred and fitted with stays, arr^ged as shown m figure XII/74, ^ 
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to the stayed surface, but il the thickness of the plate is not sufficient to give one 
engaging full thread the plate shall be reinforced. 

Where vertical stays only are used to take part of the load on the firebox top, 
boilers with shells 4 feet and 6 inches diameter and over shall be fitted with 
transverse stays (see Figure xn/78). Stays may be attached as shown in Figure 
Xn/35, XII/36 or XII/Sl 

587. LongltiidlBBl Bar Staya,^—The maximum working pressure for longitudi¬ 
nal bar stays is to be calculated from the appropriate one of the following two 
formulae;— 


WJ*. 


W.P. - 


C / I-3B \2 

—— I D— —■■■ I .Equation XII /21 

A V N / 


CxD* 


XII/a 2 


W.P. is working pressure in pounds per square inch, 

D is diameter of stays over threads In Inches, 

is diameter of body of stays at its smallest part In inches, 
N is the niunber of threads of stay per inch, 

A is area in square inches supported by one stay, 

C is values given in Table below; 


• Tahlb XII /6 I 

Stress OTi Longitudinal Bar stays 


Range of tenalle strength of bar 


Value of C 


tons per square inch 

26 / 30 ' 

28/32 

30/34 

32/36 


pounds per square inch 

7850 

8640 

9420 

10200 


Where bar stays are fitted in vertical boilers, not less than four bar stays 
shall be fitted to boilers of 4 feet and over but under 5 feet in diameter; five bar 
stays to boilers of 5 feet and over but under 6 feet in diameter; six bar stays to 
boilers of 6 feet and over in diameter. 

In no case, shall the diameter of the stay at any part be less than 1 inch. 
Where joined stays are- fitted, the strength of the knuckle joint employed shall 
he at least equal to the sti'ength of the remainder of the bar stay. 

588. Loads on Stay Tubes and Bar Stays.—Stay tubes and bar stays shall be 
designed to carry the whole, load due to the pressure on the area to be supported, 
the areas being calculated as follows:— 

(a) For a stay tube within the tube nest the net area to be supported shall 
be the product of the, horizontal and vertical pitches, in inches, of the stay tubes 
less the area of the tube holes embraced. Where the pitch of the stay tubes 
is irregular the area shall be taken as the square of the mean pitch of the stay 
tube.s (i.e., the square of 1/4 of the sum of the four sides of any quadrilateral 
bounded by four adjacent staytubes), less the area of the tube holes embraced. 

(b) For a stay tube In the boundary raw, or for a bar stay, the net area to be 
supported shall be the aren, in square inches enclosed by lines passing midway 
between the stay and the adjacent points Of support and by the boundary margin 
(see Regulation 589), less the area of any tubes or stays embraced, 

(c) In the case of a bar stay where there are no stay tubes In the tube nest the 
area to be supported shall eiTtend to the tangential boundary of the tube nest. 
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589, Flat Plate Marflns.^—The amount of support in relief of the stays which 
may be attributed to the shell, furnaces of flues to which flat plates are attached, 
.shall not exceed that determined by the following formtdae. 

C (t-i) 

Width of margin in inches = —- . . . . • liquation XII /23 

V ' 

t is plate thickness in thirty-seconds of an inch, 

WJP. is working pressure In pounds per .square inch, 

C—3'47 for plates exijoscd to flame, 

C=r3-70 for plates not exposed to flame. 

Where the plates ore flanged, the margin shall be measured from the eommence- 
raent of curvature of flanging, or from a line 3i times the thickness of the plate 
measured from the outside of the plate, whicheiver is nearer to the flange. Where 
the flat plate is not flanged for attachment to the shell or flue tubes and is welded 
as shown in figure Xn/U or XII/17, the width of the margin shall be measured 
from the inside of the shell or the outside of the flue tube, whichever Is applicable. 

In no case, however, shall the diameter D of the. circle forming the boundary 
of margin supported by the uptake of a vertical boiler be greater than that 
found b;i' the following formula:— 

5000 A 

D 0= ---'+'d* .Equation XII/24 

y w.p. 

A is cross sectional area of the uptake tube in square inches, 

W.P. is working pressure in pounds per-square, inch, 
d is external diameter of uptake^ in inches. * 

590. Breathing Space. —Gusset stays shall be arranged to give sufficient bearing 
space around the furnace, connections and tube neats (see Figures XII/66, Xn/ 

XII/fl8, XII/69). The proportions shown in Table 8 arc recommended for the 
portion of the end plates above the furnace.s and the flues:— 


Table Xll/e 
Breathing Space 


Thickness of end pUtc 


Dimension ‘L’ 

Inches. 

’ r • 

inches 

1/2 


10 

9/16 


11 



12 

11/16 


13 

3/4 


13 

13/16 


13 

Over i}/i6 


13 . i/J 


The breathing space below the flues shall be approximately one half the dimen¬ 
sions given in Table XII/0. 

For gusset stays above the tube, nests, as fitted m multitubular waste heat 
boilers without internal furnaces, a bearthing space of 8 inches from the centre 
line of the adjacent tubea to the toe of the gusset angle or plate, may be main¬ 
tained. For the back end stays below the furnaces of multi tubular dry back 
boUera a breathing space of 6 inches be maintained where the flues are cons¬ 
tructed in accordance with Regulation M 6 . 

, Where the flues are constructed of corrugated sections welded together, g 
]M«e4faing space of 44 inches may be maintained. 
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591. Qwmtit and Unk Rtays.—For welded lanrashine, eornish and cylindrical 
horizontal multitubular type boilers, all-welded gusset stays shall not be used. 
To ensure fleocibllitv link stays, bar stays or suitably designed gusset stays other 
than the all-welded type shall be used. AJl-welded i^sset stays, however, be 
UMd in, cylindrical horizontal waste bent and cylindrical vertical multitubular 
boilers. 

(a.) Load cm each stay.—Each gusset or link stay supporting the flat end plate 
of a boiler shall be designed to carry the whole load due to pressure on the areia 
it supports. The area supported by any onc' stay .shall be obtained by considering 
the total area to be supported which lies within the limits of the flat plate margins 
and dividing this area by boundary lines drawn between the stays. Thcoe 
boundary lines shall be at all points equidistant from the adj.ncent points of support 
in the area under consideration. 

The effective uniformly distributed load on a triangular gusset plate or on a 
diagonal link stay shall be assumed to be equal to the. perpendicular load on the 
portion of the end nlate to be supported ^determined as above) multiplied by 
L/L^ (sec figures XII/77, XII/78 and XII/79). 

(b) Gusset vlates. —Gu,sset plates .shall be so proportioned that the angle “V" 
Isee Figures XII/77 and Xn/78) is not le.ss than 60". 

The thickness of the gusset Plate shall be such that tbe^ stress in the plate to 
withstand the effective uniformly distributed load fas defined above) calculated 
on the smallest cross section on Line XX or YY ^Figures XIT/77 and Xn/78). 
shall not exceed one-seventh of the minimum tensile s^re.s.s of the niate used but 
in no case shall the thickness be less than .seven-eighths of the thickness of the! 
shell, plate with a minimum of 7/16 inch. 

Where all-welded gussq^ stays are used a stiffening plate shall be welded at 
the toe of the guaset where it is securd to the end plate (i.e.. where the maximum 
stress occurs) (see Figure Xn/77). 

(c) Link stays. —Link .stays shall be so arranged that the angle “V"' (Figure 
XIT/79) is not less than 60° and the dimensions shall be such that the stress In 
the stay at Its weakest part does not exceed one-seventh of the minimum tensile 
stress of the plate used. 

(d) Anchor plates, angles, link pins and the like members. —The strength of 
anchor plates, angles and link pins calculated at the weakest section shall be as 
follows:— 

(i) Link pins shall be so designed that the shear stress does not exceed 
8,000 pounds per square inch, the strength of pins in double shear 
being taken as 1-875 times the strength of pins in single shear. 

(li) Anchor plates or angles shall be so designed that the calculated stress 
does not exceed one-seventh of the minimum tensile stress of the 
material used, hut in no case shall the thickness be less than seven- 
eighths of the thickness of the shell plate with a minimum of i Inch, 
nor the length of the. portion attached to the end plate be less than 
the distance between the lines of end to shell flat margin and the 
breathing space line around the flues or tube nests. 

(e) Weld attachments. —Where gusset plates, anchor plates or angles are 
welded to the shell and/or end plates, the attachment shall be by means of conti¬ 
nuous fillet welds on each side or by butt welds prepared in accordance with 
^ragraph 2, details 1, m, n, or p of Appendix A of this Chapter. 

The Welds shall be of such dimensions that the stress calculated on an area 
equal to the effective length of the weld multiplied by the effective throat thick¬ 
ness shall not exceed that Permitted for the parent metal multiplied by the 
appropriate weld faetdr in Table XII/7. 

The effective length of a weld shall be taken as that length of weld which is 
of the specified size throughout. 

For open-ended fillet welds the effective, length shall be the overall length less 
twice the weld slae. - 

For the purpose of stress calculation the effective throat thicknees of a butt 
weld ih^l be taken as the thlcknesa of the gusset or anchor plate and the effective 
throat thlckmeos of fillet weld shall be taken as 0:7 of the fillet .size. For compound 
welds the effective throat thickpes*! .‘'hall -he the .sum of tliose of the ronstit^ient 
parts, 
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II ■ ' -11 .- L— ' j - A. ' ' - --T— —--I . . .. T- - 

Tablk XII/ 7 —Wkid Attachments 


Form of wejd 


Weld fcctor 


Singta T or bevel butt weldg (with Ungealed 45 

or without superimposed ffllet) Sealed 70 

Double T or bevel butt welds (with 

or without BUjjeriraposcd fillet (s). 70 

Double fillet welds. *65 


592. Pmnaces and Fine Sections of HorUontal Boilers.—(a) Plane lurnaceB; 
The working pressure of plain furnaces shall be the lesser of the two obtained by 
the use of the following two formulae:— 


1450 (t-i)* 

^.P. = -— X —. ..Equation XII /25 

D L+z4 


50 

W.P. — -[ to(t— I) —L] .Equation Xn/26 


t la minimum thickness of plate in thirty seconds of an inch. 

D is external diameter of furnace of Hues in inches. 

WP is working pressure in pounds per square Inch. 

L is length of section in Inches between centres of points of substantial 
support (see Figures XII/22, Xn/23, XII/24, Xn/25 and XII/20), 

The thickness of any plain furnace or flue section shall not exceed } inch, or be 
less than I Inch. 

(b) Stiffeners .—^Where stiffeners are used as shown in Fi^es xn/22 and 
XII/23, the moment of inertia of the stiffener shall be not less ttian that required 
by the following formula: — 

0.14 Da PL > 

I_. .Equation XII/27. 

E 1 


where 

D is external diameter of flue in inches. 

P is working pressure in pounds per square inch, 

L Is length of section in inches between centres of points of .substantial 
support. 

E is modulus of elasticity in pounds per .square inch, at the design tempe¬ 
rature of the metal (-27.8 x 10®). 

I is moment of inertia in inches'* of stiffening ring about its neutral axis. 

(c) Loco type firehoj' crowns .—^Where loco type firebox crown are made with 
a large radius at each .side, as in Figure XII/75, the crown shall be provided with 
stiffeners as shown. The number of stiffeners or points of support shall be deter¬ 
mined by Equations XII/26, XII/26, and the moment of inertia of the stiffeners 
by Equation, taking D as 2R in Figure XII/75. 

(d) Corrugated furnace,!; of horizontal boilers .—The maximum working pres¬ 
sure to be allowed on corrugated furnaces .shall he determined by the following 
formula: — 


C ! 

W.P.—“ (t-1).Equation Xn/28. 

D 

W.P. is working pressure in pounds per square inch. 

O is the least external diamater in inches measured at the bottom of the 
coTTUjiations of the waterside. 
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this thickness of the furnace plate in thirty seconds of an inch measured 
at the bottom of the corrugation or chamber. 

C=480 for the Fox, Morrisoru Deighton, Purves, and other similar furnaces 
and 610 for the Leeds Forge Bulb suspension Furnace. 

No corrugated furnace shall be more than 7/8 inch or be less than 3/8 inch 
thick. TheT depth of corrugations plus the thickness of the plate shall be not 
less than 2 inches. 

593. Plain Fumaoes of Vertical Boilers. —The maximum working pressure of 
Plain Furnaces of Vertical boilers shall be the leaser of the two values obtained 
by equatioiis XII/26 and XII/26 

I 

where 

D—external diameter of the firebox in inches. Where the firebox is tapered 
the diameter taken shall be the mean of that at the top and at the 
bottom where it meets the substantial support from the flange or ring. 

L is length of the firebox in inche.s between points of substantial support, 
measured from the commencement of flange curvature, or from the 
foundation connection, or from a row of screwed stays which comply 
with Regulations 550(a), 686(b) whichever is applicable. 

In no ctise, however shall the thickness be more than 7/8 inch. For fireboxes 
under 2 feit and 6 inches in diameter, the thickness shall be not leas than 6/16 
inch and fOr fireboxes 2 feet and 6 inches in diameter and over, the thickness 
shall be not less than 3/8 inch. 

694. Corrugated Fireboxes of Vertical Boilers. —For tha semi-spirally corru¬ 
gated fireboxes of ‘Sentinel’ standard motor wagon boilers the working pressure 
shall be determined by the following formula:— 

P (t-1) 

W.P.=:.. Xn/29. 

D 

W.P. is working pressure in pounds per square inch. 

t is thickness of the fire box plate in thirty seconds of an inch. 

D is mean of the external diameters of firebox measured over the plain 
part at each end at commencement of curvature of flange. 

I 

C—3fi0. 


No corrugated furnace shall be less than 3/8 inch thick, 


595. Hemispherical Furnaces of Vertical Boilers.—^When furnaces are hemi¬ 
spherical in form and subject to pressure on t^ie convex side and are without 
support from stays of any kind, the maximum working pressure shall be found 
by the following formula: — 

275 (t-1) 

W,Pz= ...Equation Xn/30, 

R 

W.P. is working pressure in pounds per square inch. 

t is thickness of the top plate in thirty seconds of an inch. 

R is outer radius of curvature of the furnace in inches. 

The thickness of the.se furnaces shall in no case .exceed 7/8 inkh. 

596. Foundations of Vertical Boiler Furnaces.—When circular furnaces of fire¬ 
boxes of vertical boilers are not connected to the shell crown by uptake tube, 
smoke tubes or bolt stays and the whole load on the firebox vertically is borne 
by the bottom part of the firebox where it is connected to the shell the working 
pressure for the part, if firebox is joggled out to meet the shell or if any ogee 
ring is fitted, ^hall not exceed that found by the following formula: — 

C (t-l)2 I 

W.P.“..Equation XII/31. 

D (D-D,) 

W.P. is working pres.sure in pounds per square inch, 
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t is thickness of the joggled firebox plate or ogee ring in thirty seconds of 
an inch. 

D is inside diameter of the boiler shell in inchee. 

D, is outside diameter of the joggled flrobox at the oocrunencement of curva¬ 
ture above joggled pert or the outside diameter of the firebox where 
it Joins the ogee ring. 

C—140 for Ogee rings (see Figures XII/27 and Xn/20). 

C=100 where ‘U’ ring section is used (sec Figure XII/29). 

697. Foundations of Loco-type Boiler Fireboxes.—Where the firebox roof in 
ioco-type boilers is not stayed direct to the external casing crown or to girders 
carriM by the, casing or ii not connected to the casing by slings, the working 
pressure for the parts, if plates are joggled out to meet the casing or if an ogee 
ring is fitted, shall not exceed that' found by the following formula: — 

'70 (t-l)-x (L4-W) 

W.P.— --—•————.Equation XII/32. 

^LxW (W-W.) 

WP is working pressure in pounds per square inch. 

t i.s thickness of the joggled firebox side plates or fire hole plate (which¬ 
ever is lessj, a ogee ring in thirty seconds of ah inch. 

L is' length of firebox casing in inches measured between the water sides 
of front end plate ana saddle plate at the foundation seam. 

W is width of firebox casing in inches measured between the water sides 
of casing side plates at the foundation seam. 

W, is width of firebox in inches measured between the water sides of 
firebox side plates at the commencement of curvature above joggled 
part or where it joins the ogee ring. 

Where only a comparativejy narrow strip of the firebox roof is stayed directly 
to the casing crown the area so stayed shall be deducted from the area represented 
by LxW in the bottom line of the formula thus (Lx W-A) (W-W,) and so used 
in Equation XII/32 in determining the working pressure for the parts, “A” being 
the area in square inches of the part of roof supported by the casing crown. 

698. Uptakes of Vertical Boilers.—The working pressure for uptake tubes of 
vertical boilers shall be determined by the following formula:— 

(i) When an internal liner is not fitted; — 


WP—..Equation XII/33. 

D 

(ii) When an internal liner is fitted extending below the low water level: — 
725 (t-1)-’ 

WP— —X- . . XII/34, 

D (L-1-24) 


where 

W.P. Is working pressure in pounds per square inch, 
t is thickness of the uptake in thirty seconds of an inch, 

D is external diameter in inches. 

L is length of the uptake in inches, measured between the circumferential 
seams. 

In no case shall the thickness of an uptake tube be less than 3/8 inch. 

699. Cross Tubes.—Internal diameter of cross tubes shall not exceed 12 inches. 
The working pressure of the tubes shall be determined by the following formula: 

200 (t-7) ‘ 

W.P ^.XII/35. 

D 

t is thicloMMi in thirty seconds of an inch. 

D is internal diameter in inches of the cross tube. 

In no case shall the thickness of a cross tube be less than 6/16 inch. 
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600. Pad* Welded to shell for the attachment of Flanged Mountings.—(See 
Figure XII/86).—The size of outer peripheral fillet welds by which circular pads 
are attached to shell plates shall be determined by the following formula XII/30, 
but shall in no case be less than the inner welds nor less than the minimum 
specified for plate thickness in Table XII/3:^— 

2A-D1LI 

L„—.. .Equation XII/36. 


where 


L„ is size of fillet weld around outer periphery of pad, in inches. 

L, is size of fillet weld around Inner periphery of pad, In inches, 

A is cross sectional area of opening in shell (based on minimum thickness) 
in square inches (see Regulation 671). 

D„ Is outer diameter of pad in inches. 

D, is inner diameter of pad In inches, 

601. Hydraulic and Hammer Tests.—(a) Class I Boilers.—Each Class 1 Boiler 
shall, on completion of all welding and/or repairs and after heat-treatment, be 
subjected to a hydraulic test of li times the working pressure and while under 
this pressure, the welds shall be given a thorough hammer test throughout their 
length. The pressure shall then be released and afterwards raised to Ij times the 
working prCssure+SO pounds per square inch and steadily maintained for a 

length of time sufficient to enable an inspection to be made of all seams and 

connections, 1 but for not less than half-an-hour. 

(b) Class II Boilers .—Each Class II Boiler shall after heat treatment, be 
subjected to the same form of test as for CTass I Boilers, except that every Boiler 
shall be given a hammer test and the hydraulic pressure to be applied for the 
test shall bd IJ times the working pressure. This pressure shall be released and 
then raised to twice the working pressure. 

During hammer test care should be taken to avoid damage to the surface 
of the pfatel 

Should tie hydraulic test reveal any defect in the welded seam it shall not 
be repairedTunless agreed upon by the Inspecting Authority. 

On completion of agreed repairs to the boiler which has previously been stress 
relieved bjl heat treatment this treatment shall, if required by the Inspecting 
Authority, be repeated and the boiler shall again be subjected to the hydraulic test, 
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1. TENSILt TEST FOR WELDED SEAM. 
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TYPICAL ARWVIfitMktUT Of EWD PlATtS ON LAHCASHlI^t ftOllXfisS 
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GA^feTTE 6^- iNbtA 



FqP other ME-THOD3 OF ATTACHME-NT Sn FlG. X.u/55^36^€l37- 
FIG yil/7-4. >KRR4NGfcMENT OF FIBEROX CftO^yW 

stays for loco- type. 50ILEP5 . 
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f SU HtCOMMLMOtD EbRUTHING 5PACLSGIYEN IN 

REG. 656) 

NOTE THIS sketch is DIAGRAMMATIC ONLY 
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FIG. A . 



WIU) OIWIIISIOHS 
WHERE PlHI IMJCKHEMTs «5 
VlWIVVKM J «T», 
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NOTtf- m TYPtS wVrUD '6* arc ONLY PtRWrtUO WMtRt THE UtORODES 
AWP nCHWIQUE TO fcC IKED MWE bttW ^HOWH BY SEPtRAItlV P8E PARED 
TEST $PEClMtMS TO GIVE FUEL PEHETRATION WITH SOUND WEED lAlTAL 
^THE ROOTOPTHCGRQOVtS. 



Sec. 3] 


431 


THE GAZETTE OF INDIA EXTRAORDINARY 



A 



vtss iHAn I S th, 


na.xil/gl MmiWVUNV attach _for—S l fHDRtPty 

OVt-R y ftORt. WOT CO/APEWSATION _PLAT^. 



















THE GAZETTE OF INDIA EXTRAORDIN/RY [Part II 


TO HAOt 
MACniniw<; 
AT TLt Wl U DlC«C ■ 



THt TLANCt SMALL NOT SL A T»OH7 FIT ON TO Tilt PlPA.THl 
maximum CLtAdANCI. blTWI-tn TMl bOW. OT TMt FLANOt 
AND TMI OUTSIDE DIAMETER OF THE PIPE OHALL bt 'N at 
AMT point and TMX sum OF TMt CLEARANCES DiAMETRICALUV 
OPPOSITl- SHALL MOT XXCELD 3/, 


FIG. WLUDED ON FLAMGl. 

n il II . 1 II f I I Mil II I . |l■l■■ n l ■ ■ . | i i w I [ ■iiti 11^ 
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RtCOMMENDt-D FORMS OF WELD PRE.PARATION (/V\c>o»r»i-p) 


DETAILS L-P INCLUSIVt ARE SUITABLE FOR MANUAL WELDING AND 
NORMAL AUTOMATIC WELDING WHERE THE AUTOMATIC PEEP 
PENETRATION TtCUNiQUE IS EMPLOYED, SOME MODIFICATION AAAV 
&k NECESSARY ■ 
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THE USE or THE MIN GAP AND MIN, ANGLE SHOULD BE ASSOC¬ 
IATED WITH THE MAX; RADIUS »" of Va***- CONVERSELY, THt MAX. 
GAP AWO MAX . ANGLE SHOULD t>t ASSOCIATED WITH TMt M(M 
RADIUS r OP 3//t IN . 

































